Date: Thursday, 2/14/2008 10:54:42 AM 
User: Kim Johnston 


Customer : CU-DAR001 Dart Helicopters Services 
Job Number : 37415A 

Estimate Number : 10176 

P.O. Number : 

This Issue : 2/14/2008 
Prsht Rev. > NC 

First Issue ar | Type 
Previous Run : 36512 
Written By 

Checked & Approved By 
Comment 


S.O. No. 


: Est TY A 
Additional Product 


ne | | | II m 
Seq. #: Machine Or Operation: 
10 D2244116 


: LARGE FAB ASSY 


Process Sheet 


Drawing Name 


> STEP WELDMENT 


Part Number : D2563 
Drawing Number ; D2563 REV C 
Project Number : N/A 

Drawing Revision : © 

Material : 


Due Date > 3/25/2008 


Re-format Location RF 


Description : 


Step Extrusion 


H 


ae | Dart Aerospace Ltd. 


Comment: Qty.: 


Pick: 
1 D244 Step Extrusion 
Batch: BRZA +33 


D267334 


HW 


1.0000 Each(s)/Unit Total: 


2.0000 Each(s) V 


End Plate 


Comment: Qty.: 
Pick: 
Qty Part No. 
2 D2673-34 


Description 
End Cap 


D2561 


HW 


2.0000 Each(s)/Unit Total : 


4.0000 Each(s) 


Batch 


BILV06 


Lug Plate 


Comment: Qty.: 
Pick: 
Qty Part No. 
2 02561 
D2564 


PWN 


Description 
Lug Plate 


2.0000 Each(s)/Unit Total: 


4,0000 Each(s) 


Batch 
4 36533 


Mounting Angle 


lit 


Comment: Qty.: 
Pick: 
Qty Part No. 
2 D2564 


Description 
Mounting Angle 


Pane 1 


2.0000 Each(s)/Unit Total: 


4.0000 Each(s) 


As 


3653 


Farm: rnrnnass 


` Dart Aerospace Ltd 


wo: | WORK ORDER CHANGES 


Approval A 
I pproval 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP Description of NC = Corrective Action sns : Verification | Approval | Approval 
Section A initial Action Description Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevD 
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Date: Thursday, 2/14/2008 10:54:42 AM i 
User’ Kim Johnston Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services ` Drawing Name: STEP WELDMENT 


Job Number: 37415A : Part Number: D2563 


: Machine Or Operation: Description : 
LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


Comment: LARGE FABRICATION RESOURCE 1 
1-Cut D2244 to 89.70" at 34 deg as per dwg D2563 


2-Deburr ends 


3-Weld (1 END CAP, LUG PLATES & MOUNTING ANGLE) as per dwg D2563 using DT 8343 £ 
AIR ALROD Batch: Yy /DE Z3Z A i 2 £ 12 


19 1(067¢2 
4- Grind 


WWW 


VISUAL WELDING INSPECTION 


Comment: VISUAL WELDING INSPECTION 
INSPECT WORK TO CURRENT STEP 


W 


Comment: INSPECT WORK TO CURRENT STEP 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Mn 


Comment: HAND FINISHING RESOURCE #1 
Chemical Conversion Coat as per QSI 005 4.1 sn] “ g 
3 INSPECT POWDER COAT/CHEMICAL CONVERSION 


| J HI 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION OR oA- SO 
LARGE FAB 1 LARGE FABRICATION RESOURCE 1 | 


UT HI 


Comment: [ ARGE FABRICATION RESOURCE 1 
1-Inspect for foreign object per QSI 024 


2-Weld Remainig End as per Dwg D2563 using DT 8343 
AR ALROD Batch: "3 


3-Grind 


Paae ? Farm: rnracess 


Dart Aerospace Ltd 


WORK ORDER O 5 


Approval A 
pproval 


a N 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


QA: N/C Closed: Date: i. 
WORK ORDER NON-CONFORMANCE (NCR) i | 


I ' ae Corrective Action Section B : : 
‘Description of NC — - — - Verification | Approval | Approval 
DATE | STEP Section A initial Action Description Sign & Section C Chief Eng | QC Inspector 
le ng 


i 
i ` 
| 
s i 
i š 
S ` 
° 
2 
s 
. 


NOTE: Date & initial all entries _- ; 
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Date: Thursday, 2/14/2008 10:54:42 AM 
User’ Kim Johnston 


Customer: CU-DAR001 Dart Helicopters Services 


Process Sheet 
Drawing Name: STEP WELDMENT 


Job Number: 37415A 
Job Number: f | 


WWW 


Seq. #: Machine Or Operation: 


III 


Comment: VISUAL WELDING INSPECTION 


WI 


Part Number: D2563 


Description : 
VISUAL WELDING INSPECTION 


{nn 


12.0 QC5 INSPECT WORK TO CURRENT STEP 


z II 


Comment: INSPECT WORK TO CURRENT STEP oblo lob CM! 33 typis Ai 
13.0 POWDER COATING POWDER COATING I 
| B2585 
5 
eee a 705/29 
WMI kn toasse MI 272720 
Comment: POWDER COATING z A be i a “0 
D — l 
Touch up Alodine then a za ° ; ARG 
Powder Coat White Gloss (Ref: 4.3.5.1) as per QSI 005 4.3 B -5s -A f : > 3 all ie l F 
14.0 HAND FINISHING1 RESOURCE #1 = F 


m 1873 


HI 


M Lo A — €D 


W 


Comment: HAND FINISHING RESOURCE #1 
Wing Walk as per Dwg D2563 and QSI 005 4.4 


WW 


M . sj | 
L | 05/OATOAS 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 


MII 


Comment: FINAL INSPECTIONWIO RELEASE 


Job Completion 


Pane 3 


Farm: mraress 


Dart — w Ltd 
WORK ORDER CHANGES 


A I 
| DATE | STEP PROCEDURE CHANGE Qty | chereng; | Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Description of NC — - Verification | Approval 
Section A Initial Action Description Section C Chief Eng 
Chief Eng Chief Eng 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\INCRWO RevD 


14.75 14.75 APPLY BLACK ANTI—SKID 


OUTSIDE TO OUTSIDE TO PAINT ON TOP SURFACE 
CENTER CENTER 


MAKE FROM D2244—-89.7 EXTRUSION 
12.00TO OUTSIDE FACE 


65.44 
(OUTSIDE TO INSIDE) 


89.70 


3nSS| MIN | 9Z`*O`96 EZ 


+U 11 SO 


D2563 ; STEP WELDMENT ASSEMBLY 
D2244-89.7 


+U S0'/6 
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SECTION A-A 


D2563 STEP WELDMENT ASSEMBLY NOTES 

1) MAKE FROM EXTRUSION D2244 

2) WELD PER DART QSI 004 

3) FINISH: CHEMICAL CONVERSION COAT PER DART QS! 005 4.1 
POWDER COAT ASSEMBLY WHITE (4.3.5.1) PER DART QS! 005 4.3 
MASK OFF 0.50 ON EACH SIDE OF D2561 LUGS BEFORE . 
- APPLYING BLACK ANTI-SKID PAINT PER DART QSi 005 4.4 

4) ALL DIMENSIONS ARE IN INCHES# 

5) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 


4 
= 
a 
o 
3 
a 
€ 
= 
m 
z 
= 
ra 
` 
z 
5 
om 
2 
s š 
go 
= 
E 
22 
Sm 
as 
{= 
oR 
zS 
of 
=e 
aS 
aD 
>Ë 
geo 
Bo 
gz 
-t 
ZA 
= 
Se 
Ss 
<ñ 
vn 
oY 
o 
m 
ö 
zz 
v2 
oa 
[=] 
= z 
a. 
S š 
z 
ya 
Sa 
z 
[x] 
zo 
Aag 
>° 
& 
=m 
om 
tn 
c 
Be 
Qo 
ad 
ox 
a) 
= 
z 
2 
° 
a 
m 
° 
x=: 
Q 
a 
x= 


ATEWSSSY IN3AGT3A d3LS 


(8bZZQ SVM) G39NVHO SdVO GNI 
VOVNVO ‘OIMVINO “AUNESSHMVH 
QL] 39VdSO3843V Lava 


L 40 | 133HS 


